METHOD FOR FORMING A JOINT 

(1) FIELD OF THE INVENTION 

This invention generally relates to a method for 
5 forming a joint and more particularly, to a method which 
selectively allows a tight joint to be formed by the use of 
an adhesive material while concomitantly reducing the 
likelihood that the adhesive material will "seep" or "run" 
out of the joint. 

10 

(2) BACKGROUND OF THE INVENTION 

A pair of members are typically required to be 
selectively interconnected at or along respective surfaces 
in order to allow these members to cooperatively form a 

15 desired assembly and/or to perform some desired overall 
function. Particularly, these interconnecting surfaces and 
members cooperatively form a "joint". Typically, three 
types of joints exist and/or are selectively formed and are 
respectively referred to as a "lap joint", a "one-half 

20 coach joint", and a "coach joint". 

Particularly, a lap joint is formed by the selective 
interconnection of two substantially flat or planar members 
while a coach joint is formed by the selective 
interconnection of two arcuate members. The arcuate members 

25 cooperatively form a flared and open end. A one-half coach 
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joint is formed by the selective interconnection of a 
substantially planar member and an arcuate member. Each of 
these joints is "tightened" , "stiffened 11 or respectively 
secured or interconnected by the use of an adhesive 

5 material which selectively resides and/or is applied within 
the joint in a substantially "wet" state and allowed to 
cure. The cured adhesive then typically joins the various 
joint forming surfaces and allows the formed joint to 
perform a desired function. 

10 While the adhesive material does desirably allow a 

relatively tight or stiff joint to be formed, it does 
frequently "seep" out of the joint and undesirably adhere 
to the joint-forming members or to other machinery, tools, 
or members in close proximity to the formed joint. Such 

15 seepage may cause damage to such machinery or members and 
may undesirably interfere with an overall manufacturing 
process. Moreover, since many such joints are typically 
formed during a manufacturing process, such seepage from 
all or a substantial number of these joints may greatly and 

20 undesirably reduce the efficiency of product production and 
increase the overall cost of the product manufacturing 
process . 

Moreover, many business enterprises have not created 
and/or adopted a standardized method for forming a joint, 
25 thereby causing the various and respective manufacturing 
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facilities of these business enterprises to produce joints 
having various "amounts of" or "degree of" stiffness, 
thereby increasing the variability of certain attributes of 
the products respectively produced by these business 
enterprises (i.e., overall product stiffness and/or 
reliability) . 

Traditionally, such seepage is substantially 
eliminated by the alternative use of other relatively 
costly and "mechanical" joint securing methods (i.e., by 
the use of fastening members) and/or by greatly diminishing 
the amount of the adhesive which is placed within the 
joint. While diminishing the amount of adhesive which is 
selectively placed within the joint does reduce seepage, it 
undesirably produces a relatively loose joint. 

There is therefore a need for a method for forming a 
joint and for applying an adhesive within a joint which 
allows a relatively tight joint to be formed while 
concomitantly and substantially reducing the likelihood of 
seepage of the adhesive from the joint. There is further a 
need for a standardized method for forming a joint and/or 
for placing adhesive material within a joint, effective to 
allow and/or cause a business enterprise to consistently 
produce relatively stiff joints in a manner which overcomes 
at least some of the previously delineated drawbacks of 
prior methods and which substantially reduces the amount of 



variability associated with certain attributes and/or 
characteristics of the products produced by a business 
organization. 

5 SUMMARY OF THE INVENTION 

It is a first object of the present invention to 
provide a method for forming a joint which overcomes the 
various drawbacks of prior methods. 

It is a second object of the present invention to 
10 provide a method for applying an adhesive within a joint 
which overcomes the various drawbacks of prior methods and 
which allows for the selective formation of a relatively 
tight joint while concomitantly reducing the likelihood of 
adhesive seepage from the joint. 
15 It is a third object of the present invention to 

provide a method for applying an adhesive within a joint 
which overcomes the various drawbacks of prior methods and 
which allows for the selective formation of a relatively 
tight joint and which further reduces the likelihood of 
20 undesirable adhesive deposit. 

It is a fourth object of the present invention to 
provide a method for applying adhesive within a joint which 
substantially maximizes the stress transfer characteristics 
of the joint while minimizing seepage. 
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It is a fifth object o.f the present invention to 
provide a standardized method for applying adhesive within 
a joint which is effective to allow and/or cause a business 
enterprise to produce relatively tight joints in a 

5 relatively consistent and/or uniform manner. 

According to a first aspect of the present invention, 
a method for applying adhesive within an assembly of the 
type having a certain coverage portion and a certain fillet 
portion is provided. The method includes the step of 

10 applying the adhesive within the assembly, effective to 
cause the applied adhesive to be deposited upon about fifty 
percent of the coverage portion of the assembly and upon 
about ten percent of the fillet portion of the assembly, 
thereby forming a joint. 

15 These and other features, aspects, and embodiments of 

the invention will be apparent by a reading of the 
following detailed description of the preferred embodiment 
of the invention and by reference to the following 
drawings . 

20 

BRIEF DESCRIPTION OF THE DRAWINGS 

Figure 1 is a side view of a typical lap type joint 
25 having adhesive material which has been applied according 
to the methodology of the preferred embodiment of the 
invention; 
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Figure 2 is a side view of a typical one-half coach 
joint having adhesive material which has been applied 
according to the methodology of the preferred embodiment of 
the invention; and 
5 Figure 3 is a side view of a typical coach, joint 

having adhesive material which has been applied according 
to the methodology of the preferred embodiment of the 
invention . 

10 DETAILED DESCRIPTION OF THE PREFERRED EMDOD IMENT OF THE 

INVENTION 

Referring now to Figure 3, there is shown a typical 
full coach joint 10 which has been formed by use of 
adhesive 12 according to the teachings of the methodology 

15 of the preferred embodiment of the invention. Particularly, 
joint 10 includes a first dimension or portion which is 
conventionally referred to as the "flange coverage"- 
dimension or length 14 and which extends along first member 
20 from a point 16 at a first end of the member 20, to a 

20 point 22 at which the member 20 begins to curve or form a 
"tangent portion" 26. Joint 10 further includes a second 
dimension, portion, or length 24 which is referred to as 
the "flange fill" or "fill" dimension or portion and which 
extends from point 22 to a line or segment 25 which is 

25 substantially colinear to curved or • "tangent " portions 26, 
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28 of respective j oint- forming members 18, 20. Similarly, 
the one half '"couch^jj oint 30, shown in Figure 2, also has a 



coverage length or dimension 32 and a fill dimension or 
length 34, each of which terminate at point 8 at which 
5 member 33 begins to curve or form a tangent portion. 

In the preferred embodiment of the invention, adhesive 
12 is deposited along about ten percent of the flange 
fillet length or portion 24 and about fifty percent of the 
flange coverage length or portion, 14. Similarly, for the 
10 one half coach joint embodiment of Figure 2, adhesive 12 is 
made to occupy about fifty percent of the coverage length 
32 and about ten percent of the fillet length 34 . In this 
manner, the applied adhesive interconnects member 18 to 
member 20 to form joint 10 and interconnects member 33 to 
15 member 31 to form joint 30. 

For the lap joint embodiment, shown in Figure 1, the 
adhesive 12 covers or resides along a distance which is 
about equal to about fifty to about seventy-five percent of 
the total coverage length 48 which is defined to be the 
20 length of overlap of members 2 and 4. Particularly, in one 
non-limiting embodiment, adhesive 12 is placed or deposited 
on the center point 50 of the length 48 and made to extend 
in a substantially equal length in each direction from the 
center point 50, thereby interconnecting member 2 to member 
25 4 in order to form joint 46. In this manner, the respective 
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joints 10, 30, 46 may be tightly formed while concomitantly 
preventing and/or substantially reducing the likelihood of 
adhesive seepage. 

In the foregoing manner, the present method maximizes 
5 the stress transfer characteristics of the resulting joints 
10, 30, 46, while substantially minimizing the seepage of 
adhesive 12. In one non-limiting embodiment, members 18, 
20 comprise portions or members of a vehicle or the body of 
a vehicle. 

10 It should be realized that the invention is not 

limited to the exact construction which has been described 
above, but that various changes may be made without 
departing from the spirit and the scope of the invention as 
is more fully delineated within the following claims. It 

15 should be further appreciated that the adoption of these 
previously delineated "joint forming" standards by a 
business enterprise allows the business enterprise to 
consistently form relatively tight joints in a consistent 
manner and reduces the amount of undesirable 

20 attribute/characteristic variability within the products 
produced by the business enterprise. 
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